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(57) ABSTRACT 

Aprocess for splicing a ?rst portion of absorbent material to 
a second portion of absorbent material to form a longer, 
continuous length of absorbent material suitable for unin 
terrupted sequential infeed to a processing machine. The 
process includes the steps of placing a trailing end of the ?rst 
portion adjacent a leading end of the second portion and 
aligning the ends. Apiece of splicing material is attached to 
the ends. The piece of splicing material has a ?uid perme 
ability at least about as great as a ?uid permeability of the 
?rst portion of absorbent material and at least about as great 
as a ?uid permeability of the second portion of absorbent 
material. In other aspects, the disclosure includes a spliced, 
continuous length of absorbent material, and a personal care 
absorbent article formed from the spliced absorbent mate 
rial. 

14 Claims, 6 Drawing Sheets 
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FIG. 5A 

FIG. 5B 
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USABLE SPLICE FOR A STABILIZED 
ABSORBENT 

BACKGROUND OF THE INVENTION 

This invention generally relates to the manufacture of 
absorbent articles from absorbent material, and in particular 
to a splice connecting tWo portions of absorbent material 
Which is useable in articles. 

Personal care absorbent articles such as disposable 
diapers, training pants, other infant care products, other 
child care products, feminine napkins, panty liners, interla 
bial pads, other feminine care products, incontinence 
articles, and other adult care products are typically manu 
factured using high-speed processing machines Which con 
vert a stabiliZed Web or ribbon of a ?brous absorbent 
material into an article. Each Web is pre-formed and pro 
vided to the machine as a Wound roll or coil. To prevent 
interruption of the processing machine a trailing end of each 
coil is spliced to a leading end of the neXt coil. The resulting 
interconnected Web has suf?cient tensile strength so that it 
may be provided to the machine and processed Without 
breaking at the splice. 

One draWback to conventional splicing techniques is that 
the splice is not ?uid permeable and therefore unusable in an 
article. In the past, ?brous absorbent materials have been 
joined by an adhesive or, since they do not have smooth 
surfaces Which readily hold an adhesive, by an adhesive 
tape. Adhesives and tape are substantially impermeable to 
?uid. They hinder ?uid from being absorbed by the absor 
bent structure of the article and degrade effectiveness of the 
article. As a result, it is necessary to cull all spliced regions 
of the absorbent material, or to cull all articles having a 
portion of a spliced region, in order to remove all adhesive 
or tape. In practice, as many as seven articles are culled per 
splice, producing a costly loss in ef?ciency and Waste of 
material. 

SUMMARY OF THE INVENTION 

In general, a process according to the present invention 
splices a ?rst portion of absorbent material to a second 
portion of absorbent material to form a longer, continuous 
length of absorbent material suitable for uninterrupted 
sequential infeed to a processing machine. The process 
comprises the steps of placing a trailing end of the ?rst 
portion adjacent a leading end of the second portion, and 
aligning the trailing end of the ?rst portion With the leading 
end of the second portion. A piece of splicing material is 
attached to the trailing end of the ?rst portion and the leading 
end of the second portion. The piece of splicing material has 
a ?uid permeability at least about as great as a ?uid 
permeability of the ?rst portion of absorbent material and at 
least about as great as a ?uid permeability of the second 
portion of absorbent material. 

In another aspect, the present invention comprises a 
continuous length of absorbent material for uninterrupted 
sequential infeed to a processing machine. The length 
includes a ?rst portion of absorbent material having a 
trailing end and a second portion of absorbent material 
having a leading end adjacent to and aligned With the trailing 
end of the ?rst portion of absorbent material. A piece of 
splicing material is attached to the trailing end of the ?rst 
portion and to the leading end of the second portion of 
absorbent material. The splicing material has a ?uid perme 
ability at least about as great as a ?uid permeability of the 
?rst portion of absorbent material and at least about as great 
as the second portion of absorbent material. 
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2 
In yet a further aspect, a personal care absorbent article 

according to the present invention has a spliced absorbent 
material. The article comprises a ?uid permeable body side 
liner for placement adjacent a Wearer. An absorbent core is 
attached to the body side liner for absorbing ?uid passing 
through the liner. The absorbent core includes a ?rst portion 
of absorbent material, a second portion of absorbent 
material, and a piece of splicing material directly attached to 
the ?rst and second portions of absorbent material. The 
splicing material has a ?uid permeability at least about as 
great as a ?uid permeability of the ?rst portion of absorbent 
material and at least about as great as the second portion of 
absorbent material. 

In still a further aspect, a process according to the present 
invention splices a ?rst portion of absorbent material to a 
second portion of absorbent material to form a longer, 
continuous length of absorbent material suitable for unin 
terrupted sequential infeed to a processing machine. The 
process comprises the steps of placing a trailing end of the 
?rst portion adjacent a leading end of the second portion, 
and aligning the trailing end of the ?rst portion With the 
leading end of the second portion. A piece of splicing 
material is attached to the trailing end of the ?rst portion and 
the leading end of the second portion. The piece of splicing 
material has a ?uid permeability at least about 25% as great 
as a ?uid permeability of the ?rst portion of absorbent 
material and at least about 25% as great as a ?uid perme 
ability of the second portion of absorbent material. 

Other features of the present invention Will be in part 
apparent and in part pointed out hereinafter. 

BRIEF DESCRIPTION OF THE DRAWINGS 

FIG. 1A is a fragmentary schematic elevation of a con 
tinuous length of absorbent material of a ?rst embodiment of 
the present invention; 

FIG. 1B is a schematic plan of the length of absorbent 
material shoWn in FIG. 1A; 

FIGS. 2A and 2B are a schematic elevation and plan, 
respectively, of a length of absorbent material of a second 
embodiment; 

FIGS. 3A and 3B are vieWs similar to FIGS. 1A and 1B 
of a third embodiment of the present invention; 

FIGS. 4A and 4B are vieWs similar to FIGS. 1A and 1B 
of a fourth embodiment of the present invention; 

FIG. 4C is a vieW taken on line 4C—4C of FIG. 4A; 

FIGS. 5A and 5B are vieWs similar to FIGS. 1A and 1B 
of a ?fth embodiment of the present invention; and 

FIG. 6 is a plot of measured ?uid intake rate versus 
percent saturation in 0.9% saline for a representative 
eXample of the invention. 

Corresponding reference characters indicate correspond 
ing parts throughout the vieWs of the draWings. 

DETAILED DESCRIPTION 

Referring noW to the draWings and in particular to FIGS. 
1A and 1B, a continuous length of absorbent material is 
indicated generally at 20. The length of material 20 gener 
ally includes ?rst and second portions of absorbent material, 
generally designated 22 and 24, respectively, Which are 
serially supplied to a processing machine (not shoWn) for 
converting the absorbent material into absorbent articles. 

During manufacture of the absorbent articles, the con 
tinuous length of absorbent material 20 is introduced into the 
processing machine from a suitable supply. For example, the 
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absorbent material may be delivered from a series of supply 
rolls or coils (not shown), or may optionally be supplied 
from a upstream inline manufacturing operation. The use of 
successive coils requires that ?rst and second portions 22, 
24, Which are typically from different coils, be spliced 
together to form a continuous length to avoid disrupting 
machine operation. 

The length of material 20 made according to the present 
invention is useable in absorbent articles, including, but not 
limited to, disposable diapers, training pants, other infant 
care products, other child care products, feminine napkins, 
panty liners, interlabial pads, other feminine care products, 
incontinence articles, and other adult care products. 
Typically, the articles are disposable and not intended for 
Washing and reuse. An exemplary article Which may include 
the length of material described herein is disclosed in US. 
Pat. No. 6,160,197 issued Dec. 12, 2000, to Lassen et al. and 
entitled “Absorbent Article Having A Body 
Accommodating Absorbent Core”, Which is hereby incor 
porated by reference. Brie?y, the Lassen reference discloses 
a feminine hygiene product and more particularly a sanitary 
napkin having a liquid-previous cover or body side liner, a 
liquid-impervious baf?e or outer cover positioned opposite 
the body side liner, and an absorbent core positioned 
betWeen the body side liner and the outer cover. 

Examples of diaper con?gurations suitable for use in 
connection With the instant application are described in US. 
Pat. No. 4,798,603 issued Jan. 17, 1989, in the name of 
Meyer et al. and entitled “ABSORBENT ARTICLE HAV 
INGAHYDROPHOBIC TRANSPORT LAYER”; US. Pat. 
No. 5,176,668 issued Jan. 5, 1993, in the name of Bernardin 
and entitled “ABSORBENT STRUCTURE DESIGNED 
FOR ABSORBING BODY FLUIDS”; US. Pat. No. 5,176, 
672 issued Jan. 5, 1993, in the name of Bruemmer et al. and 
entitled “POCKET-LIKE DIAPER OR ABSORBENT 
ARTICLE”; US. Pat. No. 5,192,606 issued Mar. 9, 1993, in 
the name of Proxmire et al. and entitled “ABSORBENT 
ARTICLE HAVING A LINER WHICH EXHIBITS 
IMPROVED SOFTNESS AND DRYNESS, AND PRO 
VIDES FOR RAPID UPTAKE OF LIQUID”, and US. Pat. 
No. 5,509,915 issued Apr. 23, 1996 in the name of Hanson 
et al. and entitled “THIN ABSORBENT ARTICLE HAV 
ING RAPID UPTAKE OF LIQUID”, the disclosures of 
Which are hereby incorporated by reference. 

The ?rst portion of absorbent material 22 has a trailing 
end 26. The second portion of absorbent material 24 has a 
leading end 28. Typically, the ?rst and second portions 22, 
24 are identical in all respects but they may be different 
Without departing from the scope of the present invention. 
For example, the second portion 24 may have a different 
material composition than the ?rst portion 22. 

The trailing end 26 of the ?rst portion is placed adjacent 
the leading end 28 of the second portion, and the ends are 
laterally and vertically aligned as shoWn in FIGS. 1A and 
1B. In the illustrated embodiment, the ends 26, 28 are placed 
squarely end-to-end as for a conventional butt joint. The 
ends may be in engagement, or may be spaced apart by a 
small gap betWeen the ends. The placing of the ends 26, 28 
at these positions may be done manually, or by automated 
machine. An end-to-end arrangement results in better prod 
uct comfort than an arrangement With the ends overlapped 
because it is thinner and less bulky. Each of the portions 22, 
24 has a ?rst face 30 and an opposite second face 32. The 
respective ?rst faces 30 of the ?rst and second portions 22, 
24 are oriented in an identical direction (e.g., vertically 
upWard, as shoWn in the draWings). Similarly, the respective 
second faces 32 are oriented in an identical direction (e.g., 
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4 
vertically doWnWard). It is understood that the faces 30, 32 
may be oriented in non-identical directions Without depart 
ing from the scope of this invention. 
A piece of splicing material 40 is positioned adjacent the 

trailing end 26 of the ?rst portion 22 and the leading end 28 
of the second portion 24 for attachment thereto. The piece of 
splicing material 40 engages at least one of the faces 30, 32 
of each of the ends. For the arrangement shoWn in FIGS. 1A 
and 1B, the piece of splicing material 40 is positioned 
adjacent the ?rst face 30 of the trailing end 26 of the ?rst 
portion and the ?rst face 30 of the leading end 28 of the 
second portion. 
The relative siZes of the materials may vary. Desirably, the 

piece of splicing material 40 is slightly narroWer than the 
?rst and second portions 22, 24 of absorbent material so that 
it does not extend beyond the lateral sides of the material, 
but yet covers a suf?cient shear area to produce an effec 
tively strong splice. A typical airlaid absorbent material for 
a personal care absorbent article, such as each of the portions 
22, 24, is about 2 to 10 mm thick and betWeen about 30 and 
150 mm Wide. The piece of splicing material 40 should 
overlap each portion of absorbent material in the longitudi 
nal direction by a length suf?cient to form a strong splice. 
For example, the portions 22, 24 of an absorbent material 
having a Width of about 37 mm may be suitably joined by 
splicing material 40 having a longitudinal overlap of at least 
about 25 mm per end (producing a total length of splice of 
about 50 mm), and more desirably a longitudinal overlap of 
at least about 50 mm. Additional overlap beyond 50 mm 
Would also offer additional splice strength if it Would be 
necessary for material processing. 

In one embodiment, the piece of splicing material 40 is 
attached to the respective ends 26, 28 of the ?rst and second 
portions of absorbent material 22, 24 by compressing the 
arrangement and applying heat energy. The attachment is 
made using a conventional compression device (not shoWn), 
such as a press, anvil, or set of plates Which are pressed 
together. The heat may originate from either a surface source 
(such as a heated compression device) or from a hot air 
source such as a through-air bonding technique. The appli 
cations of heat and pressure occur simultaneously for a 
period of time so that the splicing material and/or a binding 
agent of the absorbent material soften or begin to melt and 
bind together upon cooling. As these techniques are con 
ventional and Well understood by those of ordinary skill in 
the art, they Will not be discussed in further detail. 

Alternatively, the addition of an adhesive may be used to 
supplement attachment of the splicing material to the absor 
bent material via heat and compression. Examples of suit 
able adhesives include but are not limited to hot melt 
adhesives, pressure sensitive adhesives, and latex adhesives. 
The adhesive may be applied via methods Which include but 
are not limited to melt spray, bead spray, rotogravure, and 
spreader rod. 

Signi?cantly, the piece of splicing material 40 is at least 
about 25% as ?uid permeable as the ?rst and second portions 
22, 24 of absorbent materials. More optimally, the splicing 
material 40 is about as ?uid permeable as the ?rst and 
second portions 22, 24 of absorbent materials. Therefore, the 
splice Will not hinder passage of ?uid to the absorbent 
material When incorporated into an article. Further, the 
splicing material 40 has a tensile strength suf?cient so that 
the splice is strong and Will not rupture When processed into 
an absorbent article. More optimally, the splicing material 
has a tensile strength at least as great as a tensile strength of 
the absorbent material so that the splice is strong and Will not 
rupture When processed into an absorbent article. 
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The ?rst and second portions 22, 24 of absorbent material 
may include cellulosic ?bers (e.g., Wood pulp ?bers), other 
natural ?bers, synthetic ?bers, superabsorbent material in 
the form of particles or ?bers, binder materials, surfactants, 
selected hydrophobic materials, or the like, polyester ?ber, 
bicomponent ?ber, latex, as Well as combinations thereof, 
and other materials suitable to improve absorbent perfor 
mance and/or Web processing. Desirably, the stabiliZed 
absorbent material has betWeen about 2% and about 50% 
polymer content by Weight. 

StabiliZed absorbent is typically a material capable of 
retaining ?uid to a saturated capacity of at least about 3 g/g 
and about 10 g of ?uid per 0.1 square meter of material as 
measured by a 0.5 psi saturated capacity test method. 
Further, the material holds together When dry or at any level 
of ?uid saturation. Dry tensile properties of the material is 
typically in the range of 0.1—60 kg per cm of material Width. 
Example materials may include an airlaid absorbent bonded 
With thermally bondable ?bers. An eXample of thermally 
bondable ?bers is CELBOND T-255 ?ber manufactured by 
KoSa Corporation, having offices in Charlotte, NC. Another 
eXample of thermally bondable ?bers is ES ?ber manufac 
tured by ES Fibervisions, having of?ces in Athens, Ga. 
Alternatively, the airlaid absorbent may be bonded With 
dried lateX or a binding poWder. An eXample binding poWder 
is VINNEX, available from Wacker Polymer Systems L.P. 
having of?ces in Adrian, Mich. Alternatively, the absorbent 
material may be bonded by hydrogen bonding or in a Wetlaid 
process. 

The absorbent materials are typically formed by employ 
ing conventional airlaying techniques, as knoWn in the art. 
Other techniques are also employed to form stabiliZed 
absorbent Webs. Such techniques include: dry-forming 
techniques, Wet-laying techniques, foam-forming 
techniques, and various Wet-forming techniques. The result 
ing absorbent Webs have included absorbent ?bers, natural 
?bers, synthetic ?bers, superabsorbent materials, binders, 
and strengthening components in desired combinations. The 
stabiliZed Webs may be employed to generate preformed 
absorbent sheets or layers, and the preformed material may 
be stored in a preformed supply, such as provided by a 
supply roll. At an appropriate time, the preformed layer may 
be delivered from the preformed supply into a manufactur 
ing line. 

Suitable stabiliZed absorbents containing superabsorbent 
poWders for urine absorbing applications typically have a 
basis Weight in the range of about 200—1500 gsm and a Web 
density of about 0.05—0.35 g/cm3. Suitable stabiliZed airlaid 
absorbents not containing superabsorbent poWders for femi 
nine hygiene or other applications typically have a basis 
Weight in the range of about 100—500 gsm and a Web density 
of about 0.05—0.25 g/cm3. The loW density and high basis 
Weight of these materials cause loWer than desired roll 
lengths, forcing the need for a more than desirable number 
of splices. 

Desirably, the splicing material of the piece 40 is melt 
compatible With the binder ?ber of the absorbent material. 
One type of splicing material is a carded Web comprising 
bicomponent ?bers used to stabiliZe absorbent structures. 
These bicomponent ?bers may be comprised of a ?ber With 
a core of polyester and a sheath of polyethylene. An eXample 
bicomponent ?ber of this type is CELBOND T-255 ?ber 
manufactured by KoSa Corporation. Alternatively, bicom 
ponent ?bers may be comprised of a polypropylene core and 
a sheath of polyethylene. An eXample ?ber of this type is ES 
?ber, manufactured by ES Fibervisions. Other polyole?ns 
may be used as splicing material. Desirably, the splicing 
material has a very permeable, open structure. 
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6 
An alternative splicing material 40 Would be a carded Web 

comprised of a blend of bicomponent and one or more 
additional types of staple ?bers. EXamples of the staple 
?bers include but are not limited to polyethylene in ?bers, 
polypropylene ?bers, and polyester ?bers. 

Another alternative splicing material 40 is a nonWoven 
material made via a process other than carded Web technol 
ogy. EXamples include but are not limited to spunbonded 
fabrics, spunlaced fabrics, meltbloWn fabrics, spunbond 
meltbloWn-spunbond (SMS) fabrics, spunbond-meltbloWn 
meltbloWn-spunbond (SMMS) fabrics, bicomponent ?uid 
distribution layer (BFDL) or other nonWoven material func 
tioning as a liquid surge management layer in a personal care 
product, laminates of tWo or more materials in intimate 
association, hydroentangled nonWovens, scrim, nee 
dlepunched nonWoven material, perforated ?lms, and other 
nonWoven material comprised in part of a polymer compat 
ible With the synthetic binding material providing stability to 
the absorbent material to be spliced. 

Another alternative splicing material 40 is a Woven fabric 
comprised in part of a polymer compatible With the synthetic 
binding material providing stability to the absorbent material 
to be spliced. 
The ?bers in the splicing material 40 may also be treated 

With a ?nish to enhance ?uid handling properties. A surfac 
tant may be added during the manufacturing of the staple 
?ber, ?lament, thread, or yarn. Alternatively, a surfactant 
may be added to the Woven or nonWoven material Within the 
process of manufacturing the Woven or nonWoven material. 

Alternatively, the ?bers of the splicing material 40 may be 
adhesively covered to assist the thermal bonding to the 
portions 22, 24 of stabiliZed absorbent material. The cover 
ing of adhesive may fully encapsulate some or all of the 
?bers of the splicing material 40, and may be on only a 
portion of the ?bers of the splicing material. The covering of 
adhesive may be spread evenly across a surface of the piece 
of splicing material, or may be spread in a pattern over the 
surface. EXamples include but are not limited to dot patterns, 
straight line patterns, curvilinear line patterns. Ideally, the 
covering of adhesive does not impede the ?uid handling 
properties of the spliced material While still providing addi 
tional bonding strength for the splice. 
The splicing material 40 should not impede ?uid intake. 

Accordingly, the splicing material is at least about 25%, and 
more desirably more than 100%, as ?uid permeable as the 
portions 22, 24 of absorbent material(s) being spliced 
together. Further, it is desirable for the continuous length 20 
(With the splicing material attached) to be about as perme 
able as absorbent material Without the splicing material 
attached. 
The splicing material is sufficiently strong and has suf? 

cient tensile strength to be processed through the processing 
machine. Preferably, the splice material has a tensile 
strength at least as great as a tensile strength of the absorbent 
material. 
Asecond embodiment of a continuous length of absorbent 

material 50 includes tWo pieces of splicing material 40 on 
opposite faces of the ends is shoWn in FIGS. 2A and 2B. A 
second piece of splicing material 40 is placed on the second 
face 32 of the trailing end 26 of the ?rst portion of absorbent 
material 22 and the second face 32 of the leading end 28 of 
the second portion of absorbent material 24. The second 
embodiment has the advantage of a stronger splice because 
in provides more shear area and more cross-sectional area of 
splice material. Alternatively, the second embodiment may 
permit use of splicing material pieces having narroWer 
Widths Without reducing the strength of the splice. 
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A third embodiment of a continuous length of absorbent 
material 60, shoWn in FIGS. 3A and 3B, places a single piece 
of splicing material 40 on the ?rst face 30 of the trailing end 
26 of the ?rst portion 22 and the second face 32 of the 
leading end 28 of the second portion 24. 

Afourth embodiment of a continuous length of absorbent 
material 70, shoWn in FIGS. 4A, 4B, and 4C, Wraps the piece 
of splicing material 40 around both faces 30, 32 of the ends 
26, 28. 
A ?fth embodiment of a continuous length of absorbent 

material 80, shoWn in FIGS. 5A and 5B, places the piece of 
splicing material 40 in a sandWiched position betWeen 
overlapping ends 26, 28 of the ?rst portion 22 and the second 
portion 24. 

It is understood that other arrangements may be used 
Without departing from the scope of this invention. An 
adhesive tape may be used in combination With any of these 
arrangements to further strengthen the splice. HoWever, if 
such tape is used, the manufactured articles containing that 
tape Will possibly need to be culled. 

Each end 26, 28 of the portions of absorbent material 22, 
24 is shoWn With generally square, right angles and the piece 
of splicing material 40 is shoWn as having a rectangular 
shape. HoWever, the portions of absorbent material 22, 24 
and piece(s) of splicing material 40 may have other shapes 
and angles Without departing from the scope of this inven 
tion. Speci?cally, the ends 26, 28 of the portions of absor 
bent material may be angled or irregularly shaped, and 
pieces of splicing material 40 may have an irregular shape 
or a shape Which does not match the shape of the ends. 
Further, the tWo ends 26, 28 of the portions of absorbent 
material need not have corresponding shapes. Gaps betWeen 
ends 26, 28 may be large and spanned by the piece of 
splicing material 40. 

The present invention is illustrated by the folloWing 
eXample Which is merely for the purpose of illustration and 
is not to be regarded as limiting the scope of the invention 
or the manner in Which it is practiced. 

EXAMPLE 1 

A thermally bonded airlaid absorbent comprised of about 
50% superabsorbent polymer, about 45% ?uff pulp and 
about 5% of KoSa T-255 Merge 35100A sample is cut to a 
specimen siZe of about 102x102 mm. A sample of through 
air bonded carded Web (TABCW) material comprised of 
100% Chisso ESC-HR6 material and having basis Weight of 
about 17 gsm is also cut to a specimen siZe of about 102x102 
mm and then placed directly on top of the airlaid sample. 
The sample is Wrapped in a paper toWel (HI-DRI, sold 
commercially by Kimberly-Clark Corporation). The sample 
is then pressed at about 500 kg using a Carver press for about 
siX seconds at a temperature of about 135 C. The paper toWel 
overWrap is then removed. The sample is then placed 
betWeen tWo plates of a conventional ?uid intake test 
apparatus having a column above the plates for depositing 
?uid. The side With the splice material attached faces the 
open hold and column on the top plate of the apparatus. 

COMPARATIVE EXAMPLE 2 

The same thermally bonded airlaid absorbent used in 
EXample 1 comprised of about 50% superabsorbent 
polymer, about 45% ?uff pulp, and about 5% of KoSa T-255 
Merge 35100A sample is cut to a specimen siZe of about 
102x102 mm. There is no splice or splice material for 
EXample 2. 
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A measurement of permeability is done by using a ?uid 

intake test method as folloWs: 1) Weigh the sample on an 
electronic balance to 0.01 g accuracy. 2) Measure the 
thickness of sample to a 0.01 mm accuracy using 0.2 psi of 
pressure using a Miutoyo IDF-1050E With a brass platen or 
equivalent bulk measuring apparatus. 3) Place a 4 inch by 4 
inch specimen centered on the 4.5><4.5“ base of the ?uid 
intake test apparatus. 4) Place the top board through the pins 
on the bottom board and over the specimen to be tested. 5) 
Measure out approximate 1/3 of the 0.9% saline (Ricca 
Chemical Co. #7210-25) required to fully saturate the 
specimen as measured by a 3.4><103 Pa retention capacity 
test. For the 600 gsm specimen, this Was found to be about 
35.0+/—0.1 g of 0.9% saline. 6) Pour the saline through the 
hole in the sample. Measure the amount of time taken 
betWeen the time saline hits the sample and all of the saline 
to enter the sample using a stopWatch With 0.01 second 
accuracy. 7) Wait 15 minutes. 8) Repeat steps 5 and 6 for a 
second insult. 9) Wait 15 minutes. 10) Repeat steps 5 and 6 
for a third insult. 11) Remove the sample from the board. 12) 
Weight a paper toWel (HI-DRI, sold commercially by 
Kimberly-Clark Corporation). 13) Wrap the Wet sample With 
the paper toWel. The paper toWel is used to contain any 
absorbent material Which may escape during the soaking 
process. 14) Soak the sample in 0.9% saline for 20 minutes. 
15) Soak an preWeighed paper toWel in the saline for 20 
minutes to determine its saturated capacity. 16) Desorb any 
eXcess saline from the specimen and the paper toWel blank 
using a 3.4><103 Pa retention capacity tester (KC item 
#1551369 or equivalent) for 5 minutes. 17) Weigh the 
specimen and the Wet paper toWel. 18) Determine the Wet 
pick-up of the saturated sample through the formulas: 

g/g capacity of toWel=(Wet Weight towel-dry Weight toWel)/dry 
Weight toWel 

Wet pick-up sample=Wet Weight measured-Dry Weight sample 
(1+g/g capacity of toWel)*Weight of toWel 

19) Determine the percent saturation at each insult from the 
amount insulted at that point and the Wet pick-up of the 
sample. 20) Determine the intake rate is cc/sec through 
dividing the intake in seconds into the insult siZe. 21) Plot 
intake rate versus percent saturation. 

Comparison of the measure of permeability is de?ned as 
comparing the second intake rate With the splice material on 
top of the sample to the second intake rate Without the splice 
material on top of the sample. Alternatively, the comparison 
of the measure of permeability is de?ned as comparing the 
second intake rate With the splice material on top of the 
sample to the second intake rate Without the splice material 
on top of the sample. 

FIG. 6 is a plot of the ?uid intake rate versus the 
saturations. EXample 1, the material With the splice material 
attached to the top surface of the airlaid, has essentially 
equal 0.9% saline intake rate to Comparative Example 2, the 
airlaid material Without splice material attached to the top 
surface. 

Tensile strength of splices made from materials shoWn in 
EXample 1 With the con?guration shoWn in FIGS. 1A and 1B 
is typically betWeen 0.45 kg and 2.25 kg per cm of material 
Width, although splices having strengths outside these 
bounds do not depart from the scope of the present inven 
tion. The tensile strength of the splice can be increased or 
decreased by changing the adhesion of the splicing material 
on the absorbent material, or by changing the contact area of 
the splicing material on the absorbent material, or by chang 
ing the tensile strength of the splicing material. Any com 
bination of these changes may also be used to increase or 
decrease the tensile strength of the splice. 
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Thus the present invention provides a splice Which is 
strong, dry or Wet, and Which facilitates a ?uid intake equal 
to that of non-spliced absorbent material. Accordingly, 
manufactured articles Which incorporate the splice need not 
be culled. 

Although various illustrative and representative con?gu 
rations have been described in detail herein, it is to be 
appreciated that other variants, modi?cations and arrange 
ments are possible. All of such variations, modi?cations and 
arrangements are to be considered as being Within the scope 
of the present invention. 
When introducing elements of the present invention or the 

preferred embodiment(s) thereof, the articles “a”, “an”, 
“the” and “said” are intended to mean that there are one or 

more of the elements. The terms “comprising”, “including” 
and “having” are intended to be inclusive and mean that 
there may be additional elements other than the listed 
elements. 
As various changes could be made in the above Without 

departing from the scope of the invention, it is intended that 
all matter contained in the above description and shoWn in 
the accompanying draWings shall be interpreted as illustra 
tive and not in a limiting sense. 
What is claimed is: 
1. A continuous length of absorbent material for uninter 

rupted sequential infeed to a processing machine, compris 
ing: 

a ?rst portion of absorbent material having a trailing end; 
a second portion of absorbent material having a leading 

end adjacent to and aligned With the trailing end of the 
?rst portion of absorbent material thereby de?ning an 
aligned junction of the ?rst and second portions having 
a length extending generally transverse of the ?rst and 
second portions; the ?rst portion of absorbent material 
and the second portion of absorbent material each 
having a length sufficient to form a plurality of absor 
bent articles; 

a piece of splicing material attached to both of said 
trailing end of said ?rst portion and to said leading end 
of said second portion of absorbent material such that 
the splicing material eXtends continuously over a 
majority of the length of the aligned junction, said 
splicing material including ?bers having polyole?n 
content and having a ?uid permeability at least about 
25% as great as a ?uid permeability of said ?rst portion 
of absorbent material and at least about 25% as great as 
said second portion of absorbent material. 

2. A continuous length of absorbent material as set forth 
in claim 1 Wherein said splicing material has a ?uid perme 
ability at least about as great as a ?uid permeability of said 
?rst portion of absorbent material and at least about as great 
as said second portion of absorbent material. 

3. A continuous length of absorbent material as set forth 
in claim 2 Wherein said piece of splicing material is ther 
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mally bonded to said trailing end of said ?rst portion and to 
said leading end of said second portion. 

4. A continuous length of absorbent material as said forth 
in claim 3 Wherein said piece of splicing material comprises 
a carded Web of bicomponent ?bers. 

5. A continuous length of absorbent material as set forth 
in claim 1 Wherein said ?rst and second portions of absor 
bent material each include ?bers having polyole?n in con 
tent. 

6. A continuous length of absorbent material as set forth 
in claim 1 Wherein said piece of splicing material is ther 
mally bonding to said ?rst and second portions of absorbent 
material. 

7. A continuous length of absorbent material as set forth 
in claim 1 Wherein said splicing material is a carded Web 
comprising bicomponent ?bers. 

8. A continuous length of absorbent material as set forth 
in claim 1 Wherein the trailing end of said ?rst portion is 
arranged squarely end-to-end adjacent the leading end of 
said second portion. 

9. A continuous length of absorbent material as set forth 
in claim 1 Wherein said trailing end of said ?rst portion 
overlaps the leading end of said second portion. 

10. A continuous length of absorbent material as set forth 
in claim 1 Wherein each of said ends of the ?rst and second 
portions of absorbent material has a ?rst major surface and 
an opposite second major surface, and Wherein the piece of 
splicing material comprises is attached to at least one of said 
?rst and second major surfaces of each of said ends. 

11. A continuous length of absorbent material as set forth 
in claim 10 Wherein the ?rst surface of the trailing end of the 
?rst portion and the ?rst surface of the leading end of the 
second portion are oriented in an identical direction, and 
Wherein said piece of splicing material is attached to the ?rst 
surface of the trailing end of the ?rst portion and to the ?rst 
surface of the leading end of the second portion. 

12. A continuous length of absorbent material as set forth 
in claim 11 Wherein said piece of splicing material is a ?rst 
piece of splicing material attached to said ?rst surface of the 
trailing end of the ?rst portion and to said ?rst surface of the 
leading end of the second portion, further comprising a 
second piece of splicing material attached to the second 
surface of the trailing end of the ?rst portion and to the 
second surface of the leading end of the second portion. 

13. A continuous length of absorbent material as set fort 
in claim 10 Wherein the ?rst surface of the trailing end of the 
?rst portion and the ?rst surf ace of the leading end of the 
second portion are oriented in an identical direction, and 
Wherein said piece of splicing material is attached to the ?rst 
surface of the end of the ?rst portion and to the second 
surface of the end of the second portion. 

14. A continuous length of absorbent material as set forth 
in claim 10 Wherein the piece of splicing material is Wrapped 
around both of said surfaces of each of said ends. 
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